REMARKS/ARGUMENTS 



Claims 1 and 8 have been amended. Claims 6, 7, 9, 10, and 13 have been 
canceled, applicants reserving the right to file one or more divisional applications on 
the deleted subject matter. 

The objection to the drawings is believed obviated by cancellation of claims 6, 
7 and 13. 

The objection to the specification is obviated by submission of a substitute 
specification rearranged in accordance with the Examiner's instructions. Applicants 
have stated that there is no new matter. 

Applicants respectfully traverse: the rejection of claims 1 - 5, 8, 1 1 and 12, 
and 17 under 35 U.S.C. 102(b) as anticipated by Ebbinghaus et al; the rejection of 
claims 1 - 5, 8, 11 and 12, 14, 16, and 17 under 35 U.S.C. 102(b) as anticipated by 
Suzuki; and the rejection of claim 15 under 35 U.S.C. 103(a) as unpatentable over 
Suzuki. 

The hollow camshaft structure of Suzuki is entirely different from the present 
camshaft in that Suzuki teaches to expand the hollow tube in the areas not covered 
by cams and other elements, but only in the spaces in between. In this respect, 
please refer to Fig. 5 and Fig. 1 1 , especially items 2a and 9. 

Current claim 1 of the present invention requires the tube to be expanded to 
defined regions form hollow cams, which means that the cams are formed out of the 
tube. The rings applied to the tube are bearer rings, not cam rings, because their 
only purpose is to provide a surface having the necessary harness, strength and 
wear resistance. 

As can be seen from Suzuki, the hollow tube is mostly straight and has its 
narrow parts in exactly those places, were the cams and other elements are placed. 
In this respect, please also refer to the description of Fig. 1 1 , in particular the 
passage in column 6, lines 36 to 53 stating "that the parts of the hollow shaft 
protrudingly expand(ed) outward at the side faces of the disks 3... ." 
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Thus, Suzuki is not suited to teach the formation of hollow cams in a camshaft 
by expansion of the tube. 

Ebbinghaus et al., also lack the teaching of the cam formation out of a tube. 
As can be seen from Fig. 1 , the hollow shaft is expanded at the sides, where the 
secondary shaping elements are located. However, the expansion is such that only 
a non-rotary connection takes place between the shaft and the structure element, 
see col. 3, lines 63 to 65. Ebbinghaus et al., do not teach the widening of a tube by 
applying internal pressure in order to form hollow cams, such as are shown in Fig. 1 
of the present application, but only the fixation of cam rings on a tube. 

According to the present invention, the cams are formed out of the hollow 
tube. The bearer rings have not the function of cam rings, but only provide a 
hardened surface. The internal pressure widening process requires the material of 
the tube to be relatively soft and shapable. The soft material, however, cannot 
withstand the forces applied to the surface of cams. Therefore, bearer rings having 
the necessary hardness, strength and wear resistance are applied. The bearer rings 
are not required to have uneven wall thickness, as shown in Fig. 2 of the '268 patent. 
In fact, for commercial reasons, the bearer rings are shaped cut-offs of hardened 
tubes with even wall thickness as required by the claims. The embodiment of 
present Fig. 5 with an increased thickness near the cam tip is for special purposes 
only and has no specific commercial interest. 

Applicants believe the claims are in condition for allowance and respectfully 
solicit a Notice of Allowance. 

A Petition for Extension of time is also enclosed. 



Respectfully submitted, 



Date: March 5, 2004 




Registration No. 20,121 



(213) 892-9237 (direct dial) 
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TITLE OF THE INVENTION 



Group 3soo 



A m e thod product i on of cam shafts and a cam shaft producod by th e m e thod 
Method For Production Of Cam Shafts And A Cam Shaft Produced By The 
Method 

CROSS-REFERENCE TO RELATED APPLICATIONS 
Not Applicable 

STATEMENT REGARDING FEDERALLY SPONSORED RESEARCH OR 
DEVELOPMENT 

Not Applicable 

INCORPORATION-BY-REFERENCE OF MATERIALSUBMITTED ON A 
COMPACT DISC 

Not Applicable 

BACKGROUND OF THE INVENTION 
Field of the Invention 

The field of the invention is camshafts- 
Description of Related Art including information disclosed under 37 CFR 1.97 
and 1.98. 

Th e i nv e nt i on r el at e s to a mothod for tho product i on of cam shafts and 
to a cam 6h a ft produc e d by way of 6 a i d m e thod. I t i6 pr e f e rab l y a qu e st i on of 
cam shafts for ong i nos for motor v e h i cles, a l though th e m e thod i s a ls o 
su i tab le for th e product i on of sim il ar product s such as shafts hav i ng cams on 
th e m for oth e r appl i cat i on s than e ng i nos. Such cams wou l d th e n b e ele m e nts 
for conv e rt i ng rot a ry mov e m e nt i nto a li n e ar on e , th e l in e arly mov i ng ele m e nt s 
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runn i ng on cams hav i ng d i ff e rent curvatur e s and ab l e to mov e d againottho 
dir e ction of rotat i on, 

[0001] Cam shafts are known which are produced integrally, that 

is to say forged or cast. Following a mechanical machining operation, the 
running faces of the cams, which are subject to wear, are hardened by laser 
rays, electron beams or WiG remelted or, for example, hardened inductively 
or in a thermal/chemical process. After there is further machining, for example 
grinding the bearings and the shape of the cams. These cam shafts suffer 
from the disadvantage that their weight and accordingly the mass to be 
moved is extremely high, The great mass of the cam shaft has a 
disadvantageous effect on fuel consumption. A further disadvantage is the 
intensive machining for processing the blank. 

[0002] It is furthermore known to produce cam shafts from a plurality of 
parts. The individual cams are placed on the shaft and preferably secured 
thereto by welding, swaging or shrinking. In this respect it is possible to 
overcome the disadvantage of the substantial .weight of solid, integral cams, 
for the shaft can be a hollow shaft, but production is extremely complex. 

[0003] In accordance with a further known method the individual cams 
are secured to hollow shaft by causing expansion of the hollow shaft, with the 
individual cams slipped onto it, by the action of pressure. As a pressure 
medium use is preferably made of a liquids. The pressure is supplied by way 
of a piston or stamp (see German patent publications 3,409,541 and 
3,521 ,206). This method does however suffer from the disadvantage that the 
production of the individual parts, and more particularly fitting together, is 
technologically extremely complex and the internal shape of the cams is 
limited. 

[0004] It is furthermore known to produce cam shafts by producing an 
elongated hollow body, that is to say a hollow shaft, by internal pressure 
forming method (IHU method) so that the material is thrust outward as cams 
individually, in sequence or simultaneously. 

[0005] Suitable two-part or four-part tools are employed to feed the 
hollow shaft in the axial direction to ensure that the cams are produced at 
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predetermined positions and forming in an integral manner takes place (WO 
97/46341). 

[0006] The cam shaft produced by this method does however suffer 
from the disadvantage that although the costs of manufacture are less than 
with forged cam shafts or those produced from a plurality of parts, the 
resistance to wear of the cam faces is unsatisfactory. It is impossible to 
employ the IHU-method on a sufficiently wear resistant material. It is not 
possible to produce an even running face on the cams in the case of a small 
spacing between the cams, as is normally the case with motor vehicle cams, 
for at the points of maximum forming the material is necessarily weakened, 
and thus strength is unfavorably affected. 

[0007] If a material is employed for the hollow shaft, which contributes 
to reducing such shortcomings, it will admittedly allow adequate forming, but 
the hardness or, respectively, wear resistance can not be achieved, even with 
a subsequent hardening step. It is however the hardness and wear resistance 
of the cams which is a basic requirement for a long working life of a cam shaft 
in a motor vehicle engine. It is also extremely hard, or even impossible, to 
achieve the necessary material thickness everywhere in the cam shaft, that is 
to say the shaft itself and more particularly the flanks and tips of the cams. 

[0008] It is furthermore known to produce the tube sections constituting 
the cam face with an eccentric profile and to reinforce it by producing a press 
fit connection. The production of the cam takes place using explosion forming. 
The individual cams are secured to the cam shaft with a suitable offset in 
relation to one another (East German patent publication 234,223). Cam shafts 
currently produced by the method entail complex manufacture and are heavy. 
The timing of the plastic forming process is not able to be controlled. 

BRIEF SUMMARY OF THE INVENTION 

[0009] The invention relates to a method for the production of cam 
shafts and to a cam shaft produced bv way of said method. It is preferably a 
question of cam shafts for engines for motor vehicles, although the method is 
also suitable for the production of similar products such as shafts having cams 

25392413.1 3 



7054-101XX/10025470 



on them for other applications than engines. Such cams would then be 
elements for converting rotary movement into a linear one, the linearly moving 
elements running on cams having different curvatures and able to moved 
against the direction of rotation. 

[0010] One object of the invention is to provide a method for the 
production of cam shafts, with which by using the known high internal 
pressure forming method cam shafts may be produced, which have adequate 
strength, have low flexure, possess a high resistance to torsion and possess 
high flexural strength in the loaded faces of on the cam flank and tips or 
crests. The method of manufacture is to be simple. The application of an 
additional layer, that is to say an anti-wear layer in a further process step, and 
furthermore complex later machining is not to be necessary. The amount of 
material used is to be low. The number of the necessary separate parts for 
the entire cam shaft is to be reduced in comparison known methods of 
manufacturing cam shafts. 

[0011] In accordance with the invention this object is to be attained 
w i th th e featur e s of claim 1 and 8. Advantag e ous furth e r features aro 
d o scr i bod i n c l a i ms 2 through 7 and furthermore c l aims 9 through 17. b^a 
method for the manufacture of a cam shaft from a tube, which is deformed by 
the action of axial forces and a medium under a high internal pressure, 
characterized in that the bearer rings, which are produced in a separate 
method and correspond to the outline of the cams, the desired hardness, 
strength and resistance to wear, are placed in a high internal pressure forming 
tool together with the tube to be formed and in that bv the action of axial 
forces and a medium under a high internal pressure the bearer rings are 
attached bv expansion of the tube in a frictional and interlocking manner. 

[0012] The cam shaft is so produced from a tube bv an internal high 
pressure forming method that the shaft complies peripherally to have all cams 
in form and in position in a single piece, that on the formed cams a bearer 
ring, shaped to correspond to the cam periphery and made of a hard, wear- 
resistant material is secured frictionallv and in an interlocking manner, on 
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which in a known manner bearing elements and/or drive elements and/or 
control elements are arranged. 

[0013] The method is characterized in that in a first method step prior to 
such high internal pressure forming, certain region, preferably ends of the 
tube, which are clear of the region, in which the cams are seated, are so 
kneaded and/or upset that same are increased in thickness and/or are 
stretched and thus different functional elements are formed. Between the 
cam shaft ends in the first method step prior to internal high pressure forming 
bearing faces and the eventual region where the cams are to be seated, are 
produced round kneading by reducing the diameter in this part to the desired 
size. Cams bearing faces are produced bv internal high pressure forming by 
expanding the tube. The bearer rings are hardened in a known manner prior 
to being placed in the internal high pressure forming tool, A gearwheel or 
sprocket wheel produced in a separate method is placed in the internal high 
pressure forming tool and is connected bv the internal high pressure forming 
step frictionallv and/or in an interlocking manner. After the production of the 
thickened and/or tapered ends of the cam shaft, internal gear teeth and/or a 
thread is produced bv round kneading integrated in an additional method step 
as part of this method step. 

[0014] In one embodiment, a cam shaft produced as set forth above is 
characterized in that the bearer rings possess the same wall thickness. In 
another embodiment, a cam shaft produced as set forth above is 
characterized in that the thickness of the bearer rings is variable, the 
thickness being greatest near the cam tip. 

[0015] In a further embodiment, a cam shaft produced as set forth 
above is characterized in that the bearer ring is produced of sintered metal, or 
plastic or ceramic material. The tube can be produced of aluminum, 
magnesium or titanium or its alloys. The ends of the tube can be formed bv 
kneading so that bv expansion or tapering the original diameter (Pi and d a ) of 
the tube possesses bearing faces, drive and/or control elements and internal 
and/or external screw threads. The drive and control elements, preferably 
sprocket or gear wheels, can be produced bv an internal high pressure 
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forming method. At least one radially extending groove can be produced in 
the bearer ring and the drive and control elements. In another embodiment, 
the side, facing the tube of the bearer ring has chamfers on one or both sides 
on the side facing the tube. In a still further embodiment, a cam shaft 
produced as set forth above is characterized in that the bearer ring is 
hardened prior to application on the formed cams. 

[0016] The essence of the invention is that suitably hard and wear- 
resistance bearer rings with thin walls and having the eventual form of the 
cam are produced, such bearer rings are inserted in an IHU tool by high 
internal pressure forming (referred to as IHU) and using the axial forces 
applied to the tube in combination with internal forces applied by way of a 
pressure medium a single or double stage forming of the tube takes place to 
yield the cam shaft. 

[0017] At the end of the forming process the frictional and interlocking 
connection of the cam with the bearer ring takes place. At the ends of the cam 
shaft known bearing elements or journals are arranged and then secured in a 
known fashion. 

[0018] In accordance with a further preferred development of the 
invention in a method step, which precedes the above mentioned method, a 
tube of a material satisfying the necessary requirements for forming and as 
regards mechanical properties, is so deformed by the known method of 
kneading, also known as roll kneading, or swaging, that the tube, completely 
or partially, or only the cam shaft ends, is plastically formed, that is to say for 
instance stretched and/or made thicker. At the ends shaped elements for 
drive and control elements, for instance the seat for gear wheels are 
produced. In the following the above mentioned method step the IHU method 
is used to flare out the tube that region, in which the cams are arranged, the. 
IHU tool having been previously had the bearer rings inserted into it in 
accordance with the positions of the cams. 

[0019] In the case of cams which have a very sharp curvature there is 
the disadvantage, when the bearer rings have a constant wall thickness, that 
the tube is subject to a high degree of deformation and in some cases a multi- 
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stage forming method will be necessary. This leads to an increase in 
manufacturing costs and a reduction in productivity. Furthermore in the 
cylinder head there are interfering structures clear of the cam shaft and 
between or alongside the cams. They mean that the space available is 
reduced and the IHU process is harder to perform. This limitation is only, if at 
all to be overcome by the use of a complicated, multi-stage IHU process. This 
in turn leads to high costs of production. Therefore an advantageous form of 
the method and, respectively, of the shaft produced in it, is such that the 
bearer rings, which are produced in a separate method, externally possess 
the functionally dependent outline and internally have and somewhat greater 
diameter than the tube. The wall thickness of the bearer ring is not constant 
and is greater at the cam tip or crest. This means that the bearer ring has, as 
a cam, a variable thickness and its inner periphery is not a circle. 

[0020] The method in accordance with the invention is essentially that 
two or more modern manufacturing methods are combined with each other. 

[0021] It is an advantage to produce at least one groove radially in the 
bearer ring in order to prevent displacement of the bearer ring because during 
the action of pressure such groove becomes filled with material of the shaft. 

[0022] An other preferred feature of the invention is such that the drive 
and/or control elements are also secured on the shaft using the IHU method. 
Furthermore bearing faces may be produced by expansion of the tube using 
the IHU method as well. The cold solidification or hardening of the tube 
material owing to the plastic displacement process is particularly 
advantageous. 

[0023] The cam shaft produced in accordance with method of the 
invention is extremely light in weight owing to the hollow cams and very thin 
walled bearer rings and has a high degree of stiffness. The the advantage that 
the the bearer rings at the most only have to be machined to a minor extent. 
Their hardness meeting requirements is already provided, this meaning that 
later hardening, which is normally necessary, for example inductive hardening 
or remelting hardening in a vacuum process, can be dispensed with. 
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[0024] Further development of the method leads to the additional 
advantage that the round kneading or upsetting in combination with the IHU 
method - unlike the case with all other manufacturing methods - only involves 
very low manufacturing complexity and consequently low costs. The costs are 
more especially reduced because the number of individual parts to be 
separately manufactured and then to be fitted is extremely low. Owing to 
manufacture in accordance with the invention sources of error are minimized, 
which so far occurred in the fitting together of parts so far practiced. A 
substantial advantage of the method is due to the fact that the kneading 
method renders possible the production of functional elements, which as 
regards their geometry, dimensional accuracy and surface quality require very 
little additional machining. Frequently only a grinding process is necessary to 
finish them. 

[0025] The cam shaft produced in the method of the invention has a 
small number of separate parts. At the end of the forming process the cam 
rings are connected with the shaft frictionally and in an interlocking manner. 

[0026] It is advantageous as well to provide the bearer ring on the side 
facing the tube on one or both sides with a chamfer. This furthermore prevent 
lateral displacement on the shaft. 

[0027] An advantageous design of the bearer rings is such that the 
bearer ring, as in the prior art, consists of plastics or sintered materials. Such 
materials offer the advantage of simple manufacture with low manufacturing 
costs. 

[0028] Furthermore ceramic materials may be utilized. They bring the 
advantage of maximum wear resistance and minimum weight so that very 
light cam shafts may be produced. 

[0029] The invention will now be described with reference to two 
working examples illustrated in the accompanying drawings. 

BRIEF DESCRIPTION OF THE SEVERAL VIEWS OF THE DRAWINGS 

[0030] Figure 1 shows a longitudinal section taken through a finished 
cam shaft. 
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Figure 2 shows a cross section taken through a cam on the shaft. 
Figure 3 shows part in longitudinal section taken through a cam 

on the shaft. 

Figure 4 shows a cam shaft formed by round kneading/upsetting. 

Figure 5 shows a cam shaft with bearer rings of non-constant 
thickness in section. 

DETAILED DESCRIPTION OF THE INVENTION 

[0031] Figures 1 through 3 show the manufacture of a cam shaft in the 
IHU method. 

[0032] By IHU forming in a pressing mold a cam shaft is produced from 
a thin walled tube 1 of readily deformable material so as to comply with 
contours, that is to say the positions where a cam is to be seated are 
deformed outward in accordance with the dimensions of the cam 2 and its 
position. The shaft with its cam 2 is a single hollow body. In a known process 
bearer rings 3, as shown in figures 2 and 3, are manufactured. For this 
purpose a tube of wear-resistant material is so shaped that the eventual form 
of the bearer ring 3 (cam) is set and the ring is hardened. The prefabricated 
tube 1 , which is to be formed to constitute the cam shaft, is thrust through the 
bearer rings 3 and together with them placed in the opened forming tool. All 
individual parts are therefore locked in position. The forming tool is closed 
axial and the force for forming may be applied. The application offeree starts 
with a predetermined axial force on the tube 1 and/or the tool, supported by a 
predetermined internal pressure in the tube 1 . After completely closing the 
tool further operations are performed with an orthodox IHU process to connect 
the tube 1 and the bearer ring 3 by friction and by an interlock. Bearing or 
drive elements 5 are arranged in a known manner on the end of the tube 1 . It 
is also possible to secure same to the tube 1 using the IHU method as well. 

[0033] It is furthermore possible to provide a groove 4 in the interior of 
the bearer ring 3 so that the hold of the cam 2 is improved since the groove 
becomes filled with the material of the tube 1 . It is also possible to provide the 
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bearer ring with chamfers which are filled with material during following IHU 
method. 

[0034] The manufacture of a cam shaft by the IHU method in 
combination with the kneading method will now be described in a further 
example on the basis of figure 4. 

[0035] The tube 1 of a readily deformed material is deformed at its 
ends by round kneading or upsetting to increase its thickness. On one side its 
internal diameter is thus reduced and its external diameter D A is defined so 
that a zone 6 reinforcing the cam shaft is produced. At the outer end a 
functional element 7 is produced, whose seat is sized by grinding. At the other 
end again by kneading or upsetting the internal diameter Di of the end already 
described is reduced simultaneously and a further functional element 7 
(bearing seat, cam etc.) is created. In the following method step a collar 8 is 
produced by upsetting as well which is required for the flank mounting of other 
components. 

[0036] After the first method stage the bearer rings 3, produced in a 
separate process, which correspond to the shape of the cams and the 
sprocket (not illustrated) are mounted by the IHU method frictionally and with 
an interlocking effect. For this purpose the bearer rings 3 and the sprocket are 
placed in the IHU tool. 

[0037] Figure 5 shows a design of the cam shaft in which the bearer 
ring 3 has a varying thickness. 

[0038] The tube 1 of a readily deformable material has an external 
diameter d a . The bearer ring 3 of sintered metal has an outer form as dictated 
by function and internally is not circular. Its internal diameter D; is somewhat 
larger than the external diameter d a of the tube 1 . The thickness of the bearer 
ring 3 is not constant. The height A, which would result if one were to assume 
a constant thickness of the bearer ring, is larger than the height A of the 
maximum displacement of the tube 1 and thus the radius Rj at the deformation 
of the tube 3 is larger than R; assuming an equal thickness c 1 of the bearer 
ring 3. In this part the thickness c of the bearer ring 3 is larger and extends 
into the part with a constant thickness c. 
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[0039] Even although in this form the bearer ring 3 is slightly more 
expensive, the reduced costs of the IHU method are significant on balance, 
such method being possible in one step. 



/ 
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CLAIMS 

1 . A method for the manufacture of a cam shaft from a tube, which can be 
deformed by the action of axial forces and a medium under an internal 
pressure, characterized in that bearer rings, produced in a separate method 
and corresponding to the outline of the cams on said cam shaft, are placed in 
a high internal pressure forming tool together with the tube to be formed and 
subjected to the action of axial forces and a medium under a high internal 
pressure, whereby the bearer rings are attached by expansion of the tube in a 
frictional and interlocking manner. 

2. The method as set forth in claim 1 , characterized in that in a first 
method step prior to such high internal pressure forming, regions that lie 
outside the regions in which the cams are seated, are so kneaded and/or 
upset that same are increased in thickness and/or are stretched and thus 
different functional elements are formed. 

3. The method as set forth in claim 1 , characterized in that between the 
cam shaft ends in the first method step prior to internal high pressure forming 
bearing faces and the eventual region where the cams are to be seated, are 
produced round kneading by reducing the diameter in this part to the desired 
size. 

4. The method as set forth in claim 1 or in claim 2, characterized in that 
between cams bearing faces are produced by internal high pressure forming 
by expanding the tube. 

5. The method as set forth in at l oact ono of tho claimo 1 throough A claim 
1, characterized in that the bearer rings are hardened in a known manner 
prior to being placed in the internal high pressure forming tool. 

6. The method as set forth in at l oact ono of tho claimc 1 throough 5 claim 
i, characterized in that a gear wheel or sprocket wheel produced in a 
separate method is placed in the internal high pressure forming tool and" is 
connected by the internal high pressure forming step frictionally and/or in an 
interlocking manner. 
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7. The method as set forth in at le a s t on e of th e c l a i ms 1 throough 6 claim 
I, characterized in that after the production of the thickened and/or tapered 
ends of the cam shaft internal gear teeth and/or a thread is produced by round 
kneading in an additional method step integrated in an additional method step 
as part of this method step. 

8. A cam shaft produced as set forth in claim 1 , characterized in that the 
cam shaft is so produced from a tube (1 ) by an internal high pressure forming 
method that the shaft complies peripherally to have all cams (2) in form and in 
position in a single piece, that on the formed cams (2) a bearer ring (3), 
shaped to correspond to the cam periphery and made of a hard, wear- 
resistant material is secured frictionally and in an interlocking manner, on 
which in a known manner bearing elements and/or drive elements and/or 
control elements (5) are arranged. 

9. A cam shaft produced as set forth in claim 8, characterized in that the 
bearer rings (3) possess the same wall thickness. 

10. A cam shaft produced as set forth in claim 8, characterized in that the 
thickness of the bearer rings (3) is variable, the thickness being greatest near 
the cam tip. 

11. A cam shaft produced as set forth in claim 8, characterized in that the 
bearer ring (3) is produced of sintered metal, or plastic or ceramic material. 

12. A cam shaft produced as set forth in claim 8, characterized in that the 
tube (3) is produced of aluminum, magnesium or titanium or its alloys. 

13. A cam shaft produced as set forth in claim 8, characterized in that the 
ends of the tube (3) are formed by kneading so that by expansion or tapering 
the original diameter (Dj and d a ) of the tube (1) possesses bearing faces, drive 
and/or control elements and internal and/or external screw threads. 

14. A cam shaft produced as set forth in claim 8, characterized in that the 
drive and control elements, preferably sprocket or gearwheels, are produced 
by an internal high pressure forming method. 
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15. A cam shaft produced as set forth in claim 14, characterized in that at 
least one radially extending groove (4) is produced in the bearer ring (3) and 
the drive and control elements. 

16. A cam shaft produced as set forth in claim 14, characterized in that the 
side, facing the tube (1) of the bearer ring (3) has chamfers on one or both 
sides on the side facing the tube (1). 

1 7. A cam shaft produced as set forth in claim 8, characterized in that the 
bearer ring (3) is hardened prior to application on the formed cams. 
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ABSTRACT OF THE DISCLOSURE 

[0040] A method for the production of cam shafts, with which by using 
the known high internal pressure forming method cam shafts may be 
produced, which have adeguate strength, have low flexure, possess a high 
resistance to torsion and possess high flexural strength in the loaded faces of 
on the cam flank and tips or crests. 
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